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STILL ROOM FOR IMPROVEMENT

During the June month the improvements in
physical progress we so badly need, finally
showed.

H121s face is now performing at a more
acceptable rate. After overcoming most of
the teething troubles H121s has cut more
than 2,000 metres in one day and over 9,000
metres in one week. This is a creditable
performance by all concerned.

We must now work at reducing the delays
to ensure CONTINUED IMPROVEMENT
and bearing in mind that performances are
still around 42% of the face potential, there
is plenty of scope for such improvement.

H103s should commence retreating during
July and be at full production in early August.

Providing H103s performs similarly to
H121s the all important cashflow will
become positive allowing us to eradicate
the £4 million we are now cash negative.

H103s tail gate drivage is achieving around
50 metres per week and the chock transfer
is progressing very well with 70 chocks per
week achieved.

HO6s Project Team are getting on well with
the face salvage preparation despite the
many obstacles the gate conditions are
presenting. The main gate, where dinting

operations have been slowed due to ring
distortion, is now making better progress.

The Group Salvage team are focussing
their attentions on a 180 metre length of the
main gate which is likely to present the
biggest problems to the transfer of chocks.

Hopefully, the dinting of this section of the
main gate and the face bolting will be
completed before the Hatfield men are
required for H103s.

The pony locomotives are now operating on
the inbye section of 56s haulage. Some
additional minor work will allow us to fully
utilise this reliable haulage system,
guaranteeing supplies to an area that has
proved difficult to service in the past.

Work is well underway on the installation of
the “smoothing’’ bunker at ‘D.” Junction
where excavation of the two pits is virtually
complete.

Of prime importance is to get our second
face established in order to guarantee the
output required to get the pit back into step
with the physical and financial programme
by Christmas — this has got to be our main
objective.

JEFF AINLEY
colliery manager



JUNE RESULTS

PLAN ACTUAL
STRIPS TONNAGE STRIPS TONNAGE
H121 91 29484 11550 31924
HOG 0 0 750 2415
H103 93 22227 7.50 2415
PLANNED ACTUAL
METRES METRES
DEVELOPMENTS 40 320 3183 3261
TOTAL 52031 37600

OPERATING CASH STATEMENT FOR JUNE MONTH
PLANNED INDICATED
£000 £/Gj £'000 £/6)

Proceeds 2346 184 1719 1.82
Cash Operating Costs 2477 194 2688 2.85

Operating Cash In/Outflow —131 —0.10 -969 -1.03

CUMULATIVE OPERATING CASH STATEMENT
PLANNED INDICATED
£000 £/6j £'000 £/6)

Proceeds 6576 1.84 3466 1.83
Cash Operating Costs 7603 213 7423 3.93

Operating Cash In/Outflow — 1028 —0.29 — 3957 —2.10
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OUR IMMEDIATE OBJECTIVE MUST BE TO
GENERATE POSITIVE CASH INFLOW
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AUTIOIMIATEDECIONIVIEYIORIS

The majority of conveyors used underground at Hatfield are automated and
controlled from the surface. This removes the need to staff up transfer points and
allows one man, the belt patrol man, to supervise several conveyors. As a result
he may not be on site at times of trouble and you may be the only person
available to rectify the problem.

The purpose of this article is to outline the positioning of protection equipment and
to identify the more common problems encountered.

Each conveyor is equipped with chute blockage detection equipment. This usually
consists of a probe fitted in the chute and also spillage flaps on each side of the
conveyor at the rear of the chute. If chute blockage is indicated either one or all
these devices may have operated. The corrective action required is to clear them
of debris and if necessary set them in the normal working position. A point to note
is that inside some chutes we use capacitance type probes and in damp situations
fine debris can adhere to them and cause a blockage indication. Usually a wipe
down with the hand or a rag clears the problem.

Belt alignment/heat detection transducers are usually fitted to the top structure
around the delivery end. These devices consist of a switch operated by either two
vertical arms (belt line) or two horizontal arms under the top belt (belt tear). If this
transducer operates it is usually a matter of resetting it to a normal working
position. It should be noted that if this transducer has operated when the belt is
restarted it should be monitored for one complete revolution to check for alignment
and tears.

Belt slip detectors are usually a roller of some description which can be in contact
with either the top or bottom belt. It is usually sited around the delivery area but is
always close to the outstation. Usual problems met with these are build up of
debris on the roller in wet conditions and belt trailers getting wrapped around
them. A belt should never be repeatedly tried when slipping genuinely exists,
always seek advice/assistance under these circumstances.

On manriding conveyors, safety gates are fitted adjacent to alighting platform.
Extraneous materials sometimes put on the conveyor operate the top belt gate,
resetting is a simple procedure.

Signals are fitted to all conveyors and cover top and bottom belts on manriders.
The keys are spaced at 90mtr intervals and on later installation lockout numbers
are indicated at the surface. One thing some people fail to realise is that the
pullwire can in some circumstances operate the lockout key inbye and outbye of
them. Therefore, if you have to stop a conveyor using the pullwire and the lockout
does not clear, check the other key.

Finally, if you find yourself in a situation of needing to stop a conveyor, it would
help the control staff if you would, if possible, inform them before you stop it but
certainly immediately after.

Being able to do a controlled stoppage from the surface reduces the risk of inbye
chute blockages and spillage.
DENNIS RIDLEY

acting electrical engineer




DEVELOPMENT UPDATE
(to 6.7.91)

(@) H103s tail gate has driven a total of 476m driving inbye; with 105m to drive, is
expected to thirl by 20th July.

(b) Chocks are being transferred from H104s to H103s currently and 84 are under
pressure so far. This chock transfer is expected to be completed by the 13th July.

(c) H103s tail gate is currently being widened to allow FSVs to pass the roadheaders
when the gate has thirled to transport the three tail gate end chocks to site. These
are due for delivery on the 17th July.

(d) The face is expected to commence production during week commencing 22nd July.

H110s

(@) The junction with the NWRH is currently being completed and the roadheader will
then drive to the face start position.

(b) The tail gate is now to be driven at shallower gradients with a constructed overcast

with the NWRH to allow locomotive haulage to use H110s tail gate to access 56s
RH in the future.

(c) A roadheader will be used to drive this gate.

H56s/H122s

(a) The junction of H56s LH/H122s main gate has almost been completed. the RH22 is
being turned to drive H122s main gate to the face finish position (a distance of
210m). It will construct a 4 way junction at the 110 metre mark to allow H56s Right
Hand RH22 to thirl into.

PAUL HOLLAND
colliery planner

GUARANTEES DO WORK!
H104s CRUSHER GEARBOX

From mid November,1990 ferrographic sampling indicated a rising trend during
examination of their results. After three weekly samples the debris in the oil exceeded
our limit (5) therefore an oil change on the gearbox was done.

During the next four weeks a rising trend was concurrent again but this never reached
our upper limit (see graph opposite).

Questions were asked why?

On checking fitters reports it was found that topping up of the oil level in the gearbox
was occurring on a regular basis. Inspection of the gearbox revealed that the input
shaft oil seal had failed.

A service engineer came and inspected the condition of the gearbox and confirmed that
the input shaft was bent.

A Quality Complaint was made to get this repaired as it was still under contract but it
was not until 20th June, 1991 that our case won.

The gearbox has now been sent away for repair to be ready for use on H110s.

DAVE SCOTT
maintenance engineer
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